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		UNITED STATES ENVIRONMENTAL PROTECTION AGENCY

REGION 5

77 WEST JACKSON BOULEVARD

CHICAGO, ILLINOIS  60604







		DATE:

		

		



		

		

		



		SUBJECT:

		CLEAN AIR ACT INSPECTION REPORT

		



		

		MGPI of Indiana, Lawrenceburg, Indiana		



		

		

		



		FROM:

		Marie St. Peter, Environmental Engineer		



		

		AECAB (MN/OH)

		



		

		

		



		THRU:

		Brian Dickens, Section Chief

		



		

		AECAB (MN/OH)

		



		

		

		



		TO:

		File

		







Basic Information

Facility Name:  MGPI of Indiana (MGPI or the facility)



Facility Location:  7 Ridge Avenue, Lawrenceburg, Indiana 47025



Date of Inspection:  May 17, 2016



Lead Inspector:  Marie St. Peter, Environmental Engineer	



Other Attendees:

1. Scott Connolly, Environmental Engineer, US EPA

2. Andrea James, Environmental Manager, IDEM

3. Randy Graves, EHS Manager, MPGI of Indiana

4. Mike Templin, Plant Manager, MPGI of Indiana

5. Wesley England, Safety Manager, MPGI of Indiana



Purpose of Inspection:  Clean Air Act Inspection



Facility Type:  Wholesale Distillery



Regulations Central to Inspection:  40 C.F.R. § 52.21



Arrival Time:  1:15 PM

Departure Time:  4:15 PM







Inspection Type:

☒	Unannounced Inspection

☒	Announced Inspection

Opening Conference

☐	Credentials Presented

☒	CBI warning to facility provided



The following information was obtained verbally from MGPI Staff unless otherwise noted. 



Company Ownership:  MGPI obtained the facility in 2011. Prior to MGPI the facility was owned by Lawrenceburg Distillers from 2007 to 2011.  



Process Description:  

MGPI is a wholesale distillery whose final products are neutral grain spirits, whiskey and bourbon, and distillers dried grain (cattle feed).  The facility operates 24 hours a day, 7 days a week and has 97 employees. Their raw materials are corn, rye, barley and wheat which are, for the most part, delivered by truck. Upon arrival at the facility the various grains are loaded into storage silos where they stay until processing.

The first step in the facility’s overall process is to send the stored grains needed for the specific product they are making to the hammer mill via pneumatic conveyance. The hammer mill grinds the grain to increase the exposed surface area of the grain.

After the grains exposed surface area has increased, enzymes are added and then the mixture is cooked to convert any starches to sugar. This cooked mixture is referred to as the mash. After the mash has been created, yeast is added to it and then the new mixture is fermented for approximately 70 hours. This step changes the sugars into alcohol, and also produces CO2 as a byproduct of the reaction. Fermentation can occur in closed or top fermenters and if the product is fermented in a closed top fermenter the CO2 produced in the process is collected and sent to a Proxair, a separate company, which uses the CO2 to make carbonated beverages.

Once converted to alcohol, the next step is distillation which is done by sending the alcoholic, particulate laden mixture through a unit called the beer still (not related to the production of actual beer). This unit separates the grain particles out from the alcohol. The removed grain particles are sent to the dryer house operations, which is where the grains are dried out in a rotary dryer so that they become dryers’ grain and can be sold as cattle feed. The alcohol then goes to either a storage tanker if a neutral grain spirit as it is ready for shipment at that point or is sent for further processing if a whiskey or bourbon product.

If a whiskey or bourbon product, the facility then takes the alcohol and puts it inside of a barrel. 
The filled barrel then sits on site in an aging storage warehouse for several years (typically 4 years for Whiskey, 2 years for bourbon) so that it ends up having the flavors characteristic of whiskey and bourbon. Because the facility does not produce their own name-brand product, they instead currently specialize in making craft whiskey at wholesale amounts for smaller companies, the aged alcoholic product is then taken out of the barrels and loaded into a tanker or truck which then takes it to a facility so that it can be bottled. A small percentage of the product is also delivered via a pipe to a bottling facility across the street from MGPI which was at one point apart of the same facility (but has not been under the control of MGPI since it obtained the distillery), but because the facility does not make much capital on these types of transactions the portion of their product which goes to the bottling facility is small.



Staff Interview:

According to Mr. Graves and Mr. Templin, MGPI has made several changes over the past few years. While the company previously focused more heavily on the production of neutral grain spirits, they have realized that there is currently a large trend in craft whiskey products and pivoted the focus of their production to be whiskey based. One of the largest changes that has occurred in the recent past is the expansion of the barrel aging storage. Because the facility could not meet their projected production demand with the already existing barrel warehouses on site, they both built new storage warehouses and revamped existing buildings so that they could be storage warehouses. Mr. Graves informed us that because these modifications to the facility occurred in 2015, their annual emissions will not reflect this change until 2016. Old storage rooms have windows that are left open which allows the barrels to breathe during the aging process and also mitigate the possibility of an explosion in the room. New storage rooms have LEL sensors that will turn on a fan if triggered.

Additionally, in 2015 the facility installed a new rotary dryer to produce cattle feed from dryers grain after the old dryer house operations building, which contained several rotary dryers, caught on fire in 2014 leaving one of the dryers completely inoperable and damaging another. The installation of the new rotary dryer required to facility to install a regenerative thermal oxidizer (RTO) on site, which runs at 1400ºF and had at the time of the inspection not gone through a stack test due to some modifications that had to be made to the RTO. The new dryer house has been up and running for 95% of the time since October 2015. The dryer house process also produces formaldehyde as a byproduct of its operations. 

Prior to 2015, the MGPI has made several other modifications throughout the facility which were done with the intention of changing component feeds and so the facility could start using new technology. In 2012, to increase efficiency of the operations, the facility installed centrifuges in the old dryer house operations building to help concentrate the dryer’s grain in the rotary dryer. While the fire damaged the old dryer house operations, Mr. Templin stated that the old dryer house operations will come back on when the new dryer house operations go down for maintenance or are malfunctioning. He also stated that the new RTO is not set up to handle the exhaust from the old dryer house operations. Staff told us that in the recent past the facility has also modified their jet cooker process to expose more grain which in turn increases the yield of their product; changed their stripping trays in two of their beer stills to get more concentrated grain; switched to all stainless steel fermenters (instead of wood) because their old wood fermenters were deteriorating and the stainless steel fermenters are more sanitary; and switched from coal fired boilers to natural gas fired boilers.
The facility measures their production based on their final product, which is a normalized value referred to as the “proofed gallon”, and is used for both the neutral grain spirits they produce and their whiskey and bourbon operations. This value is found by dividing the actual proof of the product the facility made and dividing it by 100. Their production has been at max capacity from 2012-2015, but their 2015 production in terms of proofed gallons are similar to that of 2010 and 2011 though there has been a total alcohol production increase since 2011. Their incoming product and throughput is measured in terms of bushels.

While the facility produces beverage grade alcohol, they will, at times, sell the pure ethanol they produce to other industries as fuel. The facility’s production efficiency is low compared to other distilleries though, so the sale of ethanol as fuel is not a major focus of the business. When MGPI bought the facility in 2011, its low production efficiency is also one of the reasons it has pivoted the facility’s operations to focus on capitalizing on the new whiskey trend. This pivot to focus on a higher value product has allowed the company to grow since coming under the ownership of MGPI.

Tour Information

EPA toured the facility:  Yes



Data Collected and Observations:  

The tour of the facility began at approximately 2:20 pm. During the inspection the following areas of the facility were observed:
-Grain unloading;
-Feed loading;
-Cooker building and control room;
-Still house;
-Fermentation;
-New dryer house and control room;
-Old storage warehousing; and
-New storage warehousing.



Field Measurements:  were not taken during this inspection.

Records Review

No records were reviewed on site.

Closing Conference

We ended the inspection by thanking MGPI for their time and telling them the potential next steps in the inspection process.

Signatures

Lead Inspector: _________________________________ Date: _______________



Section Chief: 	__________________________________ Date: _______________
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		UNITED STATES ENVIRONMENTAL PROTECTION AGENCY

REGION 5

77 WEST JACKSON BOULEVARD
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		Matthews Aurora, LLC, Aurora, Indiana		
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Basic Information

Facility Name:  Matthews Aurora LLC (Aurora or the facility)



Facility Location:  10944 Marsh Road, Aurora, Indiana 47001



Date of Inspection:  May 17, 2016



Lead Inspector:  Marie St. Peter, Environmental Engineer	



Other Attendees:

1. Scott Connolly, Environmental Engineer, EPA

2. Andrea James, Environmental Manager, IDEM

3. Larry Mabry, Safety and Environmental Manager, Matthews Aurora LLC

4. Mark Leisen, Plant Manager, Matthews Aurora LLC



Purpose of Inspection:  Compliance Inspection



Facility Type:  Memorialization Casket Manufacturer



Arrival Time:  9:30 AM EST

Departure Time:  12:24 PM EST







Inspection Type:

☒	Unannounced Inspection

☐	Announced Inspection

Opening Conference

☒	Credentials Presented

☒	CBI warning to facility provided



The following information was obtained verbally from Mr. Leisen or Mr. Mabry unless otherwise noted. 



Company Ownership:  Matthews Aurora LLC came under the ownership of Matthews International in August 2015. From 2012 to August 2015, the facility was Aurora Casket Company and was owned by a private equity firm called Kohlberg and Company. Before being bought by Kohlberg and Company, Aurora Casket Company was a family run business since startup. 



Process Description:  

Aurora produces metal memorialization caskets, which are composed of both a “body” and a “bed”, and are assembled using one continuous line process. The body of the casket essentially acts as a metal container which holds the bed and is manufactured prior to the assembly of the bed. Raw materials consumed during the production of the body are metal rolls supplied by AK Steel and solvent borne coatings. Assembly of the bed requires the installation of lining, a wire bed frame, a bed mattress, and a pillow inside of the casket. Additionally in the assembly portion of the plant, the railing used to carry the memorialization casket is attached here.

At the beginning of the manufacturing process, the metal rolls are stamped in the area of the facility called the press room, and then welded by both manual labor and robots. Additionally, during welding a bed stake is also added to the body so that the bed can be adjusted for viewing purposes during a funeral procession. After welding is completed, the body then goes through buffing and grinding to smooth out any roughness that occurred during the welding process and is then inspected.

After the body is put together it is sent over to the paint area. It is first washed several times to remove any residual oils or other films, then sprayed with a phosphate laden rinse to help with the adhesion of paint. Immediately after the phosphate rinse the bottom of the body is sprayed with a primer using a robotic applicator to prevent any rusting that could occur and then conveyed over to the paint line.

On the paint line there are three different applications of colored paint which are called ‘Paint 1’, ‘Paint 2’ and ‘Shader’. The general purpose of the three steps are as follows: Paint 1 applies a base coating to the body, Paint 2 builds the thickness of the coating, and Shader essentially adds paint in select locations to add depth to the color scheme of the body. After going through the paint line a clearcoat is applied to the body and then sent through an oven. In total, the facility has 8 coating booths including off line booths for manual repair. After going through the oven it is wet sanded for further smoothing, sent through a reflow oven, and cooled before being sent to assembly. 

As previously mentioned, during the assembly phase of production the interior of the casket, the bed, and is put together by stitching in the interior cloth of the casket, installing a spring frame, bed mattress and a pillow. Pillows are made on site using a pillow filler. After assembling the bed of the casket, the railings and any additional decorative decals or hardware are attached here. Only tubular steel railings are made at the facility. After assembly is complete, the memorialization casket is inspected and then shipped off to warehouses where it will eventually be delivered to the facility’s end customer, funeral homes.



Staff Interview:  According to Mr. Mabry and Mr. Leisen, the facility’s end product is a high quality, consumer taste and satisfaction driven product. Because of this, there is a large amount of variation in the raw metal, colors of paint, interior materials and hardware consumed by the facility. Raw metals used include steel, stainless steel, bronze and copper. While there is a wide range in paint colors used at the facility, all of the paint is solvent borne. During the facility tour Mr. Mabry said this is for 2 reasons: 1) they know the solvent based paints work well and 2) there in no reason for them to switch to waterborne paints. Hardware varies in both the material and the decorative pattern. While only the tubular steel railings are made on site, hardware can also be made of plastic or zinc. 



Aurora has a cyclical busy season. During the slow period of their yearly production, which is when US EPA inspected the facility, the facility operates using 2 different 8 hour shifts which leads to the facility operating from 7 AM to Midnight Monday through Friday. During the busy time of the year, which is the winter and flu seasons, the facility handles the fluctuation in demand by increasing shift length and adding a Saturday shift. Overall, it was estimated that 
Aurora has produced approximately 100,000 metal caskets every year for the past 10 years.

 

While Aurora only produces metal memorialization caskets from start to finish, the facility does receive wood casket bodies and then finish production by assembling the bed of the wood casket. The facility will also do this for other specialty caskets such as ‘oversized’ (e.g. very large) caskets and very small (e.g. infant sized) caskets. Because the facility brings in these types of caskets half completed instead of manufacturing them from scratch, Mr. Mabry and Mr. Leisen said that they have not had to modify the facility to accommodate a wider range of products. The facility did install robotic welding and grinding operations in 2015 though. These new operations are involved in the production of the lid for the casket. Grinding is needed as caskets can be either “full couch” or “half couch” as called throughout the industry. A full couch casket is a casket where the lid is one piece while a half couch casket is a casket where the lid is two pieces and allows only the upper portion of the contents of the casket to be shown unlike a full couch casket where the entire contents are shown. Full couch and half couch caskets are another example of consumer taste, as they are popular in different regional areas. The robotic applicator used for the application of the primer used at the facility is also another recent installation which occurred at the same that the facility switched to painting the majority of the paints directly on the metal instead of priming the entire casket in 2012. The bottom is still primed to ensure that no discoloration due to rust occurs to any vehicle during transportation of the casket though. Additionally, the facility collects the majority of its spent solvents by using a waterwash system. Some of these spent solvents are recovered and added to the primer as a thinner, while the remainder of the solvents are centrifuged out of the water and shipped off as RCRA waste.



After coming back from the tour of the facility Mr. Mabry was asked how he calculates the facility’s emissions. He said that he simply does a mass balance, and states that whatever is used at the facility is assumed to be emitted with the exception of the solvent that is shipped out as hazardous waste, as it is ends up being deducted from the facility’s total emissions.

Tour Information

EPA toured the facility:  Yes



Data Collected and Observations:  

After concluding the opening conference Mr. Mabry was instructed that EPA inspectors would like to tour the facility in the same fashion that the caskets are produced. Which lead to the stamping, welding and grinding operations being observed first.

EPA inspectors were then lead to the coating prep and coating application area of the facility where it was immediately noticed that the smell of solvents, which had been noticed by the inspectors upon arriving in the parking lot of the facility, intensified. It was also noted that the primer booth which contained the robotic arm had particulate filters on the left and right side of the booths. Mr. Mabry stated that the filters on the right were for quality control reasons to remove any particulate matter from the incoming air, while the particulate filters on the right side were to control PM 2.5 emissions. Mr. Mabry stated that after the exhaust air passes through the filters it is emitted directly to the atmosphere through a stack. While observing the paint line, the area where paint booths Paint 1, Paint 2 and Shader are at, EPA inspectors noticed that the spray guns were new HVLP guns. When asked how often the guns get replaced Mr. Mabry got the attention of Aurora staff member Curt Habron. Mr. Habron explained that every year during the scheduled shutdown, he purchases new guns instead of rebuilding (fixing) them. He said he has done this since coming to Aurora nine years ago. He stated that he essentially buys the same type of spray gun every year, but sometimes the spray gun manufacturer will stop producing a specific model number which will then in turn force him to purchase a different spray gun model number from the previous year. Mr. Habron was thanked, and EPA inspectors were then taken to the assembly portion of the facility.

Within the assembly portion of the facility, EPA inspectors saw the machinery which created the pillows, saw the wide array of fabrics available for customization, and saw the remaining components of the bed which are inserted into the casket during assembly. Of the caskets being assembled, the majority of them seemed to have different hardware installed onto the caskets. One had a decorative tree, while another depicted the last supper. 

Signatures	

Lead Inspector: _________________________________ Date: _______________



Section Chief: 	__________________________________ Date: _______________
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· Media attachment included in inspection report. Contains photos taken during the inspection.



· [bookmark: _GoBack]Photos taken during the inspection can be locally located at:

G:\Air Enforcement And Compliance Branch\MN and OH\St. Peter\Aurora Casket Company\Inspection Photos
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